Ð 


-© Work'Order ID 60610 IN] Page 


Thursday, July 15, 2010 10:24:50 AM 


DI RISO o, ace IHI] s score THI 


Å Revision ID: 


Hem Name: Replacement Skidtube stov III] 
Start Date: 7/15/2010 Start Qty: 1.00 [IMM Cust Item ID: 
Required Date: 7/22/2010 Req'd Qty: 1.00 MI Customer: 
Reference: 
Li Rem pan [II 
Approvals: Process Pian: Á Date: / 01/5 Tooling: Date: | 
St 

Qc: nare SPC (WIN): Date: "TNT 
Sequence ID/ Operation Set Up/ Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 


Draw Nbr Revision Nbr | 


; D3274 D 
| IIN-D206-642 Rev N 


100 0.00 — 
0 op contor Nla H _ 
DC Memo 0.00 


Document Control Photocopy bluefile & type labels per PPP _D206-642-541 CHG003 


i Ë . S E Ko Oe 


Dart Aerospace Ltd ` 
WORK ORDER CHANGES | 


Approval | Approval , 


QC Inspector 


DATE | STEP PROCEDURE CHANGE Chief Eng / 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 
Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B Ve S cation K ES 


We a of NC 
DATE ster We a A Initial Action Description Sign & es C Chief K ac ES 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


H:VFORMS Quality Assurance\approved QA\NCRWO RevE 


| Work Order ID 60610 NII | Page 2 


Thursday, July 15, 2010 10:24:50 AM 


one, D l ee Iu] seee care | A 


Revision ID: 


Item Name: Replacement Skidtube sop II] 
Start Date: 7/15/2010 Start Qty: 1.00 II I Il Cust Item ID: 
Required Date: 7/22/2010 Req'd Qty: 1.00 NI Ill Customer: 
Reference: 
Run Start MINNI 
Approvals: Process Plan: : Date: Tooling: Date: 
` Stop 
QC: Date: SPC [VINIT Date: INI III | Il I| 
Sequence ID/ Operation Set Up/ Tool ID Tool# Plan Accept Reject , Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
110 0.00 
KOA A ae 
Skidtubes Memo 0.00 
Skidtubes **** VERIFY AND INSPECT THE MATERIAL PRIOR TO USE**** 
1- Bend FWD end of tube using bend prog D3274 FWD and foilo 10 as per dw LO -2-20 
D3274, cut fwd end of tube with saw table setup D3274. 
2- remove fwd indexing ridge as per dwg D3274. Prepare for welding 
3- weld fwd cap as per dwg D3274 and QSI004 
AR Aluminum Rod Batch: 


4- grind fwd cap weld on top surface only br d A O 
5- Cut AFT end of tube at 170.9" as per dwg D3274 and deburr end. 


6-Drill Aft cap pilot hole using DT8025 


M Xr" 


7 -Cleco DT802 in position and install pilot hole drill Jig DT8742A,B,C,D. a 
Drill 3/16" pilot holes as per Dwg D3274 
Li 
8 -Remove inner indexing ridgé on aft end of skidtube as per Dwg D3274 scribe 
-batch # $ 


9 -Open aft end cap holes to Ø0.208" as per Dwg D3274. Deburr aft end. 


Dart Aerospace Ltd t 
WORK ORDER CHANGES 


W/O: | 
Approval i 

DATE | STEP PROCEDURE CHANGE Chief Eng / | Approval 

= Prod Mar QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B ea iS GSi 


Tr of NC 
pac ster Tr A Action Description ea C Chief iS OC GSi 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QA\NCRWO RevE 


Work'Order ID 60610 
Thursday, July 15, 2010 10:24:50 AM 


Page 3 


He o DAOR ae NHI] snr sve NN 
Revision ID: 
Item Name: Replacement Skidtube stop | MMI 
Start Date: 7/15/2010 Start Qty: 1.00 I i Cust Item ID: 
Required Date: 7/22/2010 Req'd Qty: 1.00 NI I Customer: 
Reference: 
Run Sar [MMM 

Approvals: Process Plan: Date: Tooling: Date: 

Qc: Date: SPC (WIN): Date: So IHH 
Sequence ID/ Operation Set Up/ Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
120 Chemical Conversion Coat per QSI005 4.1 0.00 
iL UL, À OL PEE 2, 
HandFinish Memo 0.00 


Hand Finishing 


QC3- Inspect Part Finish 


130 
IH] 
OC 


Quality Control 


Memo 


140 
D TT 
QC 


Quality Control 


Memo 


QCS- Inspect part completeness to step on W/O 


Sedai 


0.00 


0.00 


0.00 ` ` uh V 


Dart Aerospace Ltd 


WORK ORDER CHANGES 


Approval tai 
DATE | STEP PROCEDURE CHANGE Chet eng? | Approval 
= nspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B Verification | Approval | Approval 


Description of NC — - — - 
DATE | STEP Section A Initial Action Description Sign & Section C Chief Eng | QC Inspector 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QA\NCRWO RevE 


Work Order ID 60610 MLN Page 


Thursday, July 15, 2010 10:24:50 AM 


tee Di Peewee ow IW] seee sar UNA 


Revision ID: 


Item Name: Replacement Skidtube stov | IMI 
Start Date: 7/15/2010 Start Qty: 1.00 Ill Ill Ill Cust Item ID: 
Required Date: 7/22/2010 Req'd Qty: 1.00 NI Customer: 
Reference: 
; Run Start IIa] 
Approvals: Process Plan: Date: Tooling: Date: 
Qc: Date: SPC (Y/N): Date: 7 II 
Sequence ID/ Operation Set Up/ Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
150 0.00 
I LUI, su Li 
Skidtubes Memo 0.00 
Skidtubes 1-Open 00.313" and 0.375" crossbolt spacer holes using DT8743 as per Dwg 
D3274 
2-Deburr crossbolt spacer holes as per Dwg D3274 and blow out chips from 
inside the tube 
3-Bond web in place as per Dwg D3274 & QSI 015. 
A/RGOSikaflex-2910_M u5 Hy CO S 
Sikaflex expire date: D tl- I-30 0 JO i 2-2. / 
da A. A ZZ ide Q: Sch 
(Adhere for 12 hours) 
160 QC5- Inspect part completefftss to step on W/O 0.00 a 
ANU A SETTI 
Qc Memo 0.00 


Quality Control 


Dart Aerospace Ltd 
WORK ORDER CHANGES 


Approval | approval 


Prod Mgr | QC Inspector 


DATE | STEP PROCEDURE CHANGE È | pate | Chief Eng / 


Part No: PAR #: Fault Category: NCR: Yes No DOA: Date: 


Resolution: Disposition: QA: N/C Closed: i Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Description of NC Corrective: Alan PRE Approval | Approval 


Section A Chief Eng QC Inspector 


NOTE: Date & initial all entries 


H:VFORMS Quality Assurance\approved QA\NCRWO RevE 


‘Work Order ID 60610 L Page 5 


Thursday, July 15, 2010 10:24:50 AM 


ee eee SS ACTUATOR seee score A 


Revision ID: 


Item Name: Replacement Skidtube stov IW] 


Start Date: 7/15/2010 Start Qty: 1.00 INN NII Cust Item ID: 
Required Date: 7/22/2010 Req'd Qty: 1.00 (INNI Customer: 
Reference: 
| Run Stare MTN NIN 

Approvals: Process Plan: Date: Tooling: Date: 

Qc: Date: SPC (Y/N): Date: 7 IW] 
Sequence ID/ Operation Set Up/ Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty ‘Qty Number Stamp 
170 0.00 
UT] — 
Skidtubes Memo q 0.00 


Skidtubes 1-Bend AFT end of tube using bend prog. D3274 AFT as per dwg D3274. Install , 
drop pins in crossbolt spacer holes to maintain web position. 


2- DRILL PILOT HOLES FOR WEARPLATES USING D3274-1T2 
OPEN HOLES TO .297" . Deburr 


3-DRILL TOE PIN HOLE .640" DIA AS PER DWG USING DT8935 FWD 
END OF TUBE 


DEBURR INSIDE OF HOLE AS NECESSARY (DO NOT ENLARGE HOLES) 
REMOVE ANY FOREIGN OBJECTS INSIDE OF TUBES 
4- Countersink crossbolt spacer holes as per Dwg D3274 


5- prepare for welding 


a ak. 
180 QCS- Inspect part completeness to step on W/O 0.00 h2 v; sol 


L LUI M so L744 sollu e 


Quality Control 


Dart Aerospace Ltd 


WORK ORDER CHANGES 


Approval 
DATE |STEP PROCEDURE CHANGE Chief Eng/ | APProval 
QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


| Resolution: Disposition: QA: N/C Closed: Date: 


Corrective Action Section B Verificationi | Approval | Approval 
Section C Chief Eng QC Inspector 


NOTE: Date & initial all entries 


H:\FORMS\Quality Assurance\approved QA\NCRWO RevE 


Work Order ID 60610 
Thursday, July 15, 2010 10:24:50 AM 


AMINA 


Page 6 


Mesi: ` 10206093) ii III] seese san III 
Revision ID: 
Item Name: Replacement Skidtube stop III] 
Start Date: 7/15/2010 Start Qty: 1.00 I Ill Cust Item ID: 
Required Date: 7/22/2010 ` Req'd Qty: 1.00 NINI Customer: 
Reference: 
Run Stare IO] 
Approvals: Process Plan: Date: Tooling: Date: 
Qc: Date: SPC (YIN): Date: sei UU 
Sequence ID/ Operation Set Up/ Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
190 0.00 
AMI Da) 
Skidtubes Memo 0.00 
Skidtubes 1-Insert D2649 & D3275-1 crossbolt spacers. Weld as per QSI 004 and Dwg E 
D3274. Remember to back drill each hole before welding the other side. Use | 
eae Rod o MASOJ LE fool 
3-Grind cross bolt welds flush as per Dwg D3274. sie? / © 205 ZR 
4-Counterbore 5/16" x 0.750" deep as per Dwg D3274 and deburr, 
200 QC5- Inspect part completeness to step on W/O 0.00 
LUI M ia ® 
Quality Control 


Dart Aerospace Ltd 


WORK ORDER CHANGES 
PROCEDURE CHANGE 


Approval 
By Qty | ChietEng/ ` lated 
Prod Mgr nspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B 
Be of NC Verification ES ESS 
pac ster Be A Initial Action Description Sign & Section C Chief ES ac ESS 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


H:MFORMS\Quality Assurance\approved QA\NCRWO RevE 


‘Work Order ID 60610 
Thursday, July 15, 2010 10:24:50 AM 


NI 


Page 7 


Item ID: 


Dae) ee CAMA sr sn IA 
Revision ID: 
Item Name: Replacement Skidtube a A 
Start Date: 7/15/2010 Start Qty: 1.00 III Ill Cust Item ID: 
Required Date: 7/22/2010 Req'd Qty: 1.00 III Ill Customer: 
Reference: 

Run Sere MNNM 

Approvals: Process Plan: Date: Tooling: Date: 

Qc: Date: SPC (YIN): Date: >o NNM 
Sequence ID/ Operation Set Up/ Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
210 QC10- Inspect visual per QS1004- ground welds 0.00 
l i È la R 
QC Memo 0.00 a 9% FF 
Quality Control 
220 Pressure Wash per QSI005 4.3 0.00 f ) 
Tj 22 AA tologleg 4 Æ 
HandFinish Memo 0.00 
Hand Finishing < Be-alodine tube as per QSI 005 section 4.1.2.1 do not acid etch : 
230 White H VII 4.3-Alum 0.00 
M < M YS a a 
Powdercoat Memo F 0.00 | 
Pond Coi R ð V? 1 fl a 

FINISH TIME: i 


Dart Aerospace Ltd 
W/O: WORK ORDER CHANGES 


Approval 
DATE | STEP PROCEDURE CHANGE Chief Eng / 


Part No: PAR #: Fault Category: NCR: Yes No DOA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


tane: heres Description of NC Comeslive Benon- = Paine Verification | Approval | Approval 


Section A Section C Chief Eng QC Inspector 


NOTE: Date & initial all entries 


H:fFORMS\Quality Assurance\approved QA\NCRWO RevE 


` Work Order ID 60610 
Thursday, July 15, 2010 10:24:50 AM 


AMAMI 


Page 8 


Mew ID: D206-642-541 ui Il] sur s III] 
Revision ID: 
Item Name: Replacement Skidtube stop |M 
Start Date: 7/15/2010 Start Qty: 1.00 Ill NI Cust Item ID: 
Required Date: 7/22/2010 Req'd Qty: 1.00 AI Customer: 
Reference: 
Run start NINI 

Approvals: Process Plan: Date: Tooling: Date: 

Qc: Date: SPC (Y/N): Date: “PTA A 
Sequence ID/ Operation Set Up/ Tool ID Tool# Pian Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
240 QC3- Inspect Part Finish 0.00 — >, M | | 
l i SER e ai 
QC Memo 0.00 
Quality Control 
250 0.00 Ð 

HandFinishing = Al 

JUL n sata a 


Hand Finishing 


260 


LL, 


Quality Control 


Memo 


A/RON/AULPS-30 L 


1-Install Nut Plate as per Dwg D3274. 
Nidas 


Apply LPS-3 to Nut Plate and rivets. 
í 


2-Install inserts as per Dwg D3274. Use a drop of Sikaflex inside insert holes a 


A/ROOSikaflex-291 
Sikaflex expire date: 


a 


QC5- Inspect part completeness to step on W/O 


Memo 
Inspect Nut Plate & Inserts 


us 


LO 


0.00 


0.00 S, 


Dart Aerospace Ltd 


WORK ORDER CHANGES 
Approval 


PROCEDURE CHANGE Chief Eng / 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


date: eten Description of NC Corrective Action Section B Approval 


Section A Chief Eng 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QA\NCRWO RevE 


Approval 
QC Inspector 


‘Work Order ID 60610 
Thursday, July 15, 2010 10:24:50 AM 


Page 9 


ea Ds D agen a]l] sar sa TID] 
Revision ID: 
Item Name: Replacement Skidtube sop ULI 
Start Date: 7/15/2010 Start Qty: 1.00 Il Ill Cust Item ID: 
Required Date: 7/22/2010 Req'd Qty: 1.00 III II Customer: 
Reference: 
Run Start II] 
Approvals: Process Plan: Date: Tooling: Date: & 
Qc: Date: SPC (YIN): Date: 7 Iy] 
Sequence ID/ Operation Set Up/ Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
270 0.00 
HAND FINISHING RESOURCE #1 = 
vn cu „DM ahal Kg 
Hand Finishing + 1-Install wearpads & gaskets as per Dwg D3274. 
2-Install ring as per Dwg D3274 
A/ROOSikaflex-291 OMA (LS 1 /¥oo 
C— Sikaflex expire date: ort lo 
3-Inspect for foreign objects as per QSI 024 
4-Spray inside of tube on both sides gf web with LPS-3 
AIR LPS-3 Batch: } 
5-Install Aft Cap and seal with Sikaflex. Clean excess adhesive. 
A/RODSikaflex-291 J / 
Sikaflex expire date: O ot 
a a 
280 QCS- Inspect part completeness to step on W/O 0.00 
ANT A AN Sibel [£ D 
Qc Memo 0.00 


Quality Control 


Dart Aerospace Ltd 


WORK ORDER CHANGES 


= 
Approval 
DATE | STEP PROCEDURE CHANGE chiet Eng/ | Approval 


QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


DATE STEP Description of NC Corrective Action Section B Verification Approval Approval 


Section A Section C Chief Eng QC Inspector 


NOTE: Date & initial all entries 


H:MFORMS\Quality Assurance\approved QA\NCRWO RevE 


Work Order ID 60610 
Thursday, July 15, 2010 10:24:50 AM 


la 
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Kandos H aon II seco sar IIU 
Revision ID: 
Item Name: Replacement Skidtube sop III] 
Start Date: 7/15/2010 Start Qty: 1.00 Ill Il Il Cust Item ID: / 
Required Date: 7/22/2010 Req'd Qty: 1.00 (I Customer: 
Reference: 

| Run start IA] 
Approvals: Process Plan: Date: Tooling: Date: 

Qc: Date: SPC (YIN): Date: Sop I 
Sequence ID/ Operation Set Up/ Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty mber Stamp 
290 Identify as per dwg & Stock Location: 0.00 A Vy 
MANNI ” Q Ca 
Packaging Memo 6 6 697 
Packaging 
300 QC21- Final Inspection - Work Order Release 0.00 Jog fa 
i LL jl 08 19 
Qc Memo 0.00 
Quality Control E La of 9 / / 7 
a 


Dart Aerospace Ltd 


WORK ORDER CHANGES 


PROCEDURE CHANGE 


Part No: PAR #: Fault Category: 


Resolution: Disposition: QA: N/C Closed: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B 


Approval 
Chief Eng / 


NCR: Yes No DOA: Date: 


DATE | STEP Description of NC Verification | Approval 


Section A Section C 


NOTE: Date & initial all entries 


H:MFORMS\Quality Assurance\approved QA\NCRWO RevE 


Chief Eng 


Approval 
QC Inspector 


. Picklist Print 


Thursday, July 15, 2010 10:24:54 AM 


Page 1 


. Work Order ID: 60610 
Parent Item: D206-642-541 


Parent Item Name: 


ACA A 


[CAMME OAK A NT IK AA 


Replacement Skidtube 


Required Date: 7/22/2010 
Required Qty: 1.00 


Start Date: 7/15/2010 
Start Qty: 1.00 


Comments: IPP Rev:B005.09.23 Revised per D206-642 Rev. JOKJ/JLM 
IPP Rev:C 07-02-23 Added SS Wearplates & Gaskets JLMO 
IPP Rev:D 07-12-06 replace NAS1515H3L to D3672-1 DD 
IPP Rev:E 08-04-17 ` as per PAR 08-015 DD verified by:EC 
IPP Rev:F 08-06-02 add comment DD verified by:EC 
IPP Rev:G 08-10-09 revise details DD verified byEC 
Component Item ID/ Replacement Mfg/ Bin Primary Last Route Unit of Qty on Qty per Kit Total Qty Date Status 
Item Name Item ID Purch Item Location Location Seq ID Measure Hand Qty Issued Issued 
D2600-1-190 Manufactured No no Each 32.0000 1 1 
[AMATE AA CANI 4 II = 
Extrusion Round 3" 206 
Location Loc Qty Loc Code VA, 7 
LG 32 ee CO 
Q: B = 
D3285-1 Manufactured No 110 Each 149.0000 1 1 
Iaa I 
Ca 
È Location Loc Oty Loc Code 
LG 149 
52511 74 
52647 75 / be oh zho 
D3282-041 red No 150 Each 9.0000 1 1 3 
INI] LL 
Float Web (206L/407) a a a 
Location Loc Oty Loc Code 


LG | 9 
59886 ae 9 


1O=-7-2) 


Dart Aerospace Ltd 
WORK ORDER CHANGES 


Approval Approval 


QC Inspector 


DATE | STEP PROCEDURE CHANGE Chief Eng / 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B Lai ation ES 5 


es] of NC 
pare ster es] A Initial Action Description Sign & Lai C Chief ES Qc 5 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HAfFORMS\Quality Assurance\approved QA\NCRWO RevE 


Picklist Print 
Thursday, July 15, 2010 10:24:54 AM 


Page 2 


Work Order ID: 60610 
D206-642-541 


Parent Item Name: 


Parent Item: 


Replacement Skidtube 


D2649 


LULU VIN T 


Cross Bolt Spacer 


D3275-1 


lnl] Th] 


Crossbolt Spacer 


Manufactured 


Purchased 


CR3212-4-03 
l AK HU AV ATTRA I 


Cherry Rivet 


D3415-041 


LULU IAT H 


Nut Plate 


Manufactured . 


IAEA TA NT 
H TA A DK 


No 190 Each 
Location Loc Qty 
LG 69 
58545 . 69 
No 190 Each 
Location L Loc Qty 
LG 17 
53453 8 
57513 9 
No 250 Each 
Location Loc Qty 
ST311 3739 
111359 5 
112314 30 
114436 1142 
564 
114859 1998 
No 250 Each 
Location Loc Oty 
ST056 61 


Start Date: 7/15/2010 
Start Qty: 1.00 


Required Date: 7/22/2010 
Required Qty: 1.00 


69.0000 I 

ULI 
tera R bOGÍA H foyer 
17.0000 12 

I] 
Lor Code 3 LOCKS Pe npyar 

Yo: o SI 

3,739.000 2 | 


x 
LU 


Loc Code 


Kl N voloa lt? 


61.0000 


“HN 


Loc Code 


Thursday, July 15, 2010 10:24:54 AM 


Shop Packet Print 


Page 2 


Dart Aerospace Ltd 
W/O: WORK ORDER CHANGES 


Approval 


DATE | STEP PROCEDURE CHANGE Chief Eng / 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B Verification | Approval 


Approval 
QC Inspector 


Description of NC - EFT - 
Chief Eng Chief Eng Date 


NOTE: Date & initial ali entries 


H:MFORMS\Quality Assurance\approved QA\NCRWO RevE 


Picklist Print 
Thursday, July 15, 2010 10:24:54 AM 


Page 3 


Work Order ID: 60610 
D206-642-541 


Parent Item Name: 


Parent Item: 


Replacement Skidtube 


CCR2648S3-3 


LIT 


Cherry Rivet 


ALS4-1032-130 


Ce 


Insert 


D3536-15 


a UU VI UU, 


Gasket 


tured 


LITI 
DAMME AI cA KON IK KAKA 


No 


No 


Location 
ST3I1 


Location 
PKGII 

114723 
ST282 

110511 

114407 
ST381 

114654 
Location 
FP 

56055 
FP11 


59238 


250 


250 


270 


Each 


Loc Qty 


NN DD 


Start Date: 7/15/2010 
Start Qty: 1.00 


Required Date: 7/22/2010 
Required Qty: 1.00 


540.0000 2 
LL 
Loc Code 
ME TSE) | (allos Y 
4,506.000 78 78 
INI i 
Loc Code 
XIS NI alaa Ji 
13.0000 b < 1 
HMI 
Loc Code 
= a 


Thursday, July 15, 2010 10:24:54 AM 


Shop Packet Print 


Page 3 


Dart Aerospace Ltd 
WORK ORDER CHANGES 


Approval 


DATE | STEP PROCEDURE CHANGE Chief Eng/ | APProval 


QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes No DOA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective ALO _Section B 


E o of NC Era Si ee 
pac ster E o A Era C Chief Si ac ee 


NOTE: Date & initial all entries 


H:MFORMS\Quality Assurance\approved QA\NCRWO RevE 


Picklist Print 
Thursday, July 15, 2010 10:24:54 AM 


Page 4 


Work Order ID: 60610 


Parent Item: D206-642-541 


(MANINA IAA 
AID BOD ONN H] T H 


Parent Item Name: Replacement Skidtube Start Date: 7/15/2010 Required Date: 7/22/2010 
Start Qty: 1.00 Required Qty: 1.00 

D3536-23 - Manufactured No 270 Each 6.0000 1 
MLA AO I A NIM LÌ 
Gasket 

Location Loc Oty Loc Code 

FPO11 6 | | 

58819 6 K HA MG 1081 

D3536-35 Manufactured No SD 270 Each 11.0000 l 1 2 
Uy lalu NM 
Gasket 

Location Loc Qty Loc Code 

FP012 11 | 

11 Wi H (6103113 

D3536-39 Manufactured No 270 Each 21.0000 i t] 
LALA AAA INI 
Gasket 

Location Loc Qty Loc Code 

FP12 21 

ED 7 yl LY 6 losl 
8571 14 

D3535-15 Manufactured No 270 Each 10.0000 1 1 
LANA EA UT III 
Wearshoe 

Location Loc Qty Loc Code 

FP18 10 ka 

EDD 10 VAN A wloal 3 

D3535,35 Manufactured No 270 Each 7.0000 1 1 
IIa] HII 
Wearshoe 

Location Loc Qty Loc Code 

FPO18 7 

> MMI w lee liz 

Thursday, July 15, 2010 10:24:54 AM Shop Packet Print Page 4 


Dart Aerospace Ltd 


WORK ORDER CHANGES i 
Approval 


DATE | STEP PROCEDURE CHANGE Chief Eng/ | Approval 


Prod Mar QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B KJ erification E ES 


(E of NC 
pac ster (E A Action Description KJ C Chief E ac ES 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


H:MFORMS\Quality Assurance\approved QAINCRWO RevE 


, Picklist Print Page 5 
Thursday, July 15, 2010 10:24:54 AM 


Work Order ID: 60610 ACA A A 
Parent Item: D206-642-541 D TTT Tn] 


Parent Item Name: Replacement Skidtube Start Date: 7/15/2010 Required Date: 7/22/2010 
Start Qty: 1.00 Required Qty: 1.00 

D3535-39 Manufactured No 270 Each 8.0000 1 

KINO M INI 

Wearshoe 


Location Loc Qty Loc Code 


FP18 8 


8 yt FY elas R 
D3535-23 Manufactured No 270 Each 5.0000 I 1 | 
lnn] n TT] I 
Wearshoe 
Location Loc Oty Loc Code 
FP21 5 xð NM ( | 
57730 - BEO8GU ð lo eli? | 
D3537-3 Manufactured No 270 Each 20.0000 1 1 
VL III 
Wearpad l 
Location Loc Oty Loc Code i 
FP17 4 Å 
57512 4 ; 
FP19 16 Í 
| ØD 6 =A” ale 
D3537-1 Manufactured No 270 Each 44.0000 9 9 
ARI LAC I INI 
Wearpad 
a Location a Loc Qty Loc Code 1 
ya HI TETS, / 
di 55465 U 60112 3 d 
FP17 43 
57713 3 i 
59593 40 
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Dart Aerospace Ltd 
| W/O: WORK ORDER CHANGES 
l Approval 


DATE | STEP PROCEDURE CHANGE Chief Eng / 


Approval 


Prod Mar QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
NCR: WORK ORDER NON-CONFORMANCE (NCR) 


pac ster k A of NC Corrective Action _ Section B a: ESS 


E oe. A Chief ES QC ESS 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QA\NCRWO RevE 


Picklist Print 


Page 6 
Thursday, July 15, 2010 10:24:54 AM 
Work Order ID: 60610 ARID IVI LULU 
Parent Item:  D206-642-541 AAA A NN O N 
Parent Item Name: Replacement Skidtube Start Date: 7/15/2010 Required Date: 7/22/2010 
Start Qty: 1.00 Required Qty: 1.00 
AN960C10L AS1149C0332 `) Purchased No 270 Each 0.0000 80 80 
Iall INI vse M LALA ala 
washer : Ms 00g 
AN960C416 NAS1149C0463 Purchased No 270 Each 113.0000 1 1 
R S 
III] cult LL, 
washer bs 
Location Loc Qty Loc Code 
ST346 l 113 
113 VAN M 16 losl? 
D3672-1 Manufactured No 270 Each 1,033.000 2 2 
Dm] OR MIA INI R 
Phenolic Washer 
Location Loc Qty Loc Code 
ST077 1033 
51674 33° 
1000 ATM lo | 7 
AN3C4A . chased No 270 Each 1,559.000 80 80 | 
l hini IN 
` BOLT 
Location Loc Oty Loc Code 
ST350 1559 
114103 501 
114108 14 a a 
114416 12 
‘114523 2 


1000 — 36 AU ‘8003/17 


Thursday, July 15, 2010 10:24:54 AM 


Shop Packet Print Page 6 


Dart Aerospace Ltd 


WORK ORDER CHANGES Å 
Approval 


PROCEDURE CHANGE Chief Eng / | APProval 


Prod Mar QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


ne a Description of NC Corrective Action Section B Approval 


Section A QC Inspector 


NOTE: Date & initial ali entries 


H:\FORMS\Quality Assurance\approved QA\NCRWO RevE 


_ Picklist Print 


Page 7 
Thursday, July 15, 2010 10:24:54 AM 
Work Order ID: 60610 ALII 
Parent Item:  D206-642-541 RATTI AVA TAI CA AL ATA KA 
Parent Item Name: Replacement Skidtube Start Date: 7/15/2010 Required Date: 7/22/2010 
Start Qty: 1.00 Required Qty: 1.00 
ANA4CSA Purchased No 270 Each 513.0000 1 
LQ NAA NI INI 
BOLT 
Location Loc Oty Loc Code 
ST346 513 
Kass. 13 < AU wo loli 
112243 500 
D2646 Manufactured No 270 Each 94.0000 1 
RIRI] II 
Aft Cap 
Location Loc Qty Loc Code 
FP-4 85 
> È AM hl 
FP6 9 ú sl t 3 
52663 9 
D3413-1 Manufactured No 270 Each 31.0000 1 1 
MINNI III 
Rin 
i Location Loc Oty Loc Code 
ST473 31 
51586 1 
53446 23 i 
CE 7 VÁ U .0163/19 
a | a a 
Thursday, July 15, 2010 10:24:54 AM Shop Packet Print Page 7 


Dart Aerospace Ltd 


WORK ORDER CHANGES 
Approval 


DATE | STEP PROCEDURE CHANGE chief Eng/ | APProval 


Prod Mar QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes No DOA: Date: 
Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B i 


e of NC EA ES 
vare ster K. oe A Initial Action Description Sign n & i C Chief EA QC ES 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 
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war T DART AEROSPACE USA, INC. 
PORT HADLOCK, WA 


R 
(C2. 


aN APPROVED g | DRAWING NO. REV. D 
SV i id D3274 SHEET 1 OF 4 
N THLE SCALE 
O 06.12.19 SKIDTUBE ASSEMBLY NTS 
> 


04.03.15 | NEW ISSUE 
04.08.09 | MOVE SADDLE HOLE: 42.14 WAS 42.76 


RIE Bè i] a 
-041 | -043 | Part Number D 
x | 


03274-043 SKIDTUBE ASSEMBLY 
a r r fl] 
1 | D2600-1-240 REXTRUSIONI: — “x ai lisi 


[D34131 <=" [RNG ————_ cl siii nn 
[ D3535-15 | WEARSHOE _______ | 
| D3535-35 [WEARSHOE _  ——_—_— — oo ë 
[D3536-23 GASKET s /// 
| D3536-39 GASKET _ S 


TEE SRS r a a ED 
78_| ALS7-1032-130 INSERT_ (or AKS4-1032-130, ALS4-1032-130, AELS-1032-130 


CCR264SS3-3 


GENERAL NOTES: € 


1. TOLERANCES ARE PER DART QSI 018 UNLESS OTHERWISE NOTED. 
2. DAMAGE TOLERANCE ON FWD BEND: 
THERE SHOULD BE NO VISIBLE WRINKLES IN THE BEND FROM THE GROUND TO A HEIGHT OF 7 INCHES 
ABOVE THE GROUND. IT IS ACCEPTABLE TO POLISH OUT GOUGES UP TO 0.020 DEEP IN THE BENT 
PORTION OF THE TUBE. A MAXIMUM REDUCTION IN DIAMETER OF 0.150” IS ACCEPTABLE IN THE BENT 
PORTION OF THE TUBE. 
3. ALL HOLES DRILLED ON CENTERLINES. 
4. BOND D3282-041 FLOAT WEB INTO D3274-1/-3 OUTER TUBE WITH NON-STRUCTURAL SIKAFLEX-241/291 
ADHESIVE PER DART QSI 015. ENSURE HOLES LINE-UP. 
5. WELDING TO BE DONE PER DART QSI 004. 
6. FINISH: - ACID ETCH, ALODINE ASSEMBLY PER DART QS! 005 4.1 
- POWDER COAT WHITE (REF. 4.3.5.1) PER DART QSI 005 4.3 
7. ORILL @0.297 HOLES FOR ALS7-1032-130 INSERTS USING DT3274-1T2 BEFORE FINISH. INSTALL ALS7-1032- 
130 INSERTS AFTER FINISH. SEAL WEARSHOE BOLTS WITH SIKAFLEX -241/-291. 
8. SPRAY INSIDE OF TUBE WITH A COAT OF LPS LABORATORIES “LPS-3” AFTER FINISH AND INSTALLATION 
OF INSERTS. COAT ALL EXPOSED FASTENERS WITH LPS LABORATORIES “LPS PROCYON” AFTER FINAL 
ASSEMBLY, CLEAN EXCESS OFF POWDER COATING WITH MEK DEGREASER. 


N 


= 


N = 
as [MEN (er N ey 


Copyright @ 2004 by DART AEROSPACE USA, INC. 
THIS DOCUMENT IS PRIVATE AND CONFIDENTIAL AND IS SUPPUED ON THE EXPRESS CONDITION THAT IT IS NOT TO BE USED FOR ANY PURPOSE OR COPIED 
OR COMMUNICATED TO ANY OTHER PERSON WITHOUT WRITTEN PERMISSION FROM DART AEROSPACE USA, INC. 


Dart Aerospace Ltd 


WORK ORDER CHANGES 


Approval Approval 


QC Inspector 


PROCEDURE CHANGE Chief Eng / 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B 


1 | of NC a es EEA 
ome ster 1 | A Initial Action Description k & V C Chief es ac EEA 
Chief Eng Chief Eng k 


NOTE: Date & initial all entries 
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DEO ATTACHED | RRR ia 


30.000 


D3282-041 
FLOAT WEB l 15.46 
. TO WEB 


94. 
190 (REF) 


2.5” ALONG 
BEND CENTER 


(REF) 2 — 37.1 


lata 111.1 (TANGENT-TANGENT DIST.) nei 


170.9 (REF) 


D3274-041 BEND/DRILLING DETAIL 


D3285-1 CAP 
SEE DETAIL F FINISH PER DETAIL B 


(TYP, 12 PLACES) FINISH PER DETAIL C 


(TYP, 12 PLACES) 


D3536-15 D3536-23 
GASKET GASKET 


D3537-1 
D3537-1 D3537-1 D3535-35 WEARPAD 


WEARSHOE 
WEARPAD 
WEARPAD D3535-39 D3537-3 


D3535-23 
WEARSHOE WEARSHOE 
D3537-1 


WEARPAD 


D3535-15 
RELEASED, WEARSHOE 


7 Á pg mesero rer semeen r 
Poe A 


i THIS DOCUMENT IS PRIVATE AND CONFII 


(SEE DETAIL D FOR WEARSHOE INSTALLATION) 


AEROSPACE USA, INC. 


Dart Aerospace Ltd 


WORK ORDER CHANGES 
PROCEDURE CHANGE 


Approval 
Chief Eng / 
Prod Mgr 


Approval 


QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes No DOA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Description of NC vorectye Action sie Verification Approval 


= n na S Approval 
DATE STEP Section A Initial Action Description Sign & Section C Chief Eng QC Inspector 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 
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SEE DETAIL A 
Ñ SEE DETAIL A 


DEO ATTACH ED ; | SR NN 30.000 


3.000 PITCH 4.01 
1.500 (TYP) 3.000 PITCH 
` EEA 


1.500 


90.313 (TYP) 
TYP, 37 ER SIDE 
D3282-041 (TYP, 37 PLACES P ) 


FLOAT WEB 
82.250 
91.57 
190 (REF) 


2.5” ALONG 
BEND CENTER 


(REF) 37.1 


——— 


li ra 111.1 (TANGENT-TANGENT DIST.) ssi 


170.9 (REF) 


03285-1 CAP 


SEE DETAIL F FINISH PER DETAIL B 


(TYP, 12 PLACES) FINISH PER DETAIL C 


(TYP, 37 PLACES) 


eee 
D3536-15 
GASKET 
D3537-1 
D3537-1 03535-35 WEARPAD 


WEARSHOE 
WEARPAD 
03535-39 D3537-3 


D3535-23 WEARPAD 
WEARSHGE WEARSHOE ` _ 
D3537-1 


WEARPAD 


RELEASED WEARSHOE = 


DESIGN = did L 
R | C I AEROSPACE USA, INC. 
ENT IS PRIVATE AND CONFIDENTIAL E DRAWING NO. RD 
rate d D3274 SHEET 3 OF 4 
WRITTEN SCALE 
AEROSPACE USA, INC. 06.12.19 SKIDTUBE ASSEMBLY 1:15 


D3274-043 SKIDTUBE ASSEMBLY 
(SEE DETAIL D FOR WEARSHOE INSTALLATION) 


Dart Aerospace Ltd 


WORK ORDER CHANGES 


Approval 
PROCEDURE CHANGE Chief Eng / Approval 
QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
NCR: WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B Ea E = 


psi of NC 
GA ‘rer psi A Initial Action Description Sign & Ea C Chief E ac = 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 
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DETAIL B DETAIL C 
FOR $0.375 HOLES ONLY 00.313 HOLES ONLY 


D3275-1 SPACER 


AFTER DRILLING AND BENDING ASSEMBLY 
PERFORM THE FOLLOWING FOR 90.375 
HOLES ONLY: . 
1. CHAMFER HOLE 0.030x45° sil 0:050x45 
2. INSERT D2649 SPACER 

3. WELD INTO PLACE AND GRIND FLUSH 

4. C'BORE TO #0.313x0.75 DEEP 


DETAIL F: END FINISHING DETAIL 


CCR264SS3-3 RIVETS (2 PLACES) 


INSTALL WITH LPS—3 DEO ATTACHED 
CR3212-4-03 RIVETS (2 PLACES) 


ALS7-1032-130 INSERT (1) INSTALL WITH LPS-3 
AN3C4A BOLT (1) AN4C5A BOLT (1) 


AN960C416 WASHER (1 D3415-041 NUT PLATE, 
pier Mass (1) INSTALL WITH SIKAFLEX—241 pa LPS-3 ON FAYING SURFACE, LPS HARDCOAT ON EXTERIOR 


GASKET/WEARSHOE/WEARPAD (REF) D34135 RING 
D3285-1 CAP (REF) 
RELEASED 


[ena | 
AN3C4A BOLT (1) 1.0 
DETAIL E AN960C10L WASHER (1) REMOVE RIDGE 
NAS1515H3L WASHER (1) ON INSIDE OF ETAIL_F_NOTES 
Erg SD 10070 MIN. E REMOVE RISSE ON FWD SIDE | 
INSTALE WITH- SIKAFLEX 201/520) | LOCATE D3285-1 (TRIM AS NECESSARY | 
. WELD D3285-1 IN PLACE PER DART QS! 004 


. GRIND FLUSH 
ORIENTATION ` RIVET D3415-041 NUT PLATE IN PLACE 


@F D3415-041 NOTE: MASK THREADS IN D3415-041 
PRIOR TO FINISH 


90.208 (2 PLACES) 
DRILL PRIOR TO INSTALLING COPYRIGHT @ 2006 BY DART AEROSPACE USA, INC. 
D2646 CAP 
THIS DOCUMENT IS PRIVATE AND CONFIDENTIAL 
BORE OUT END OF SKIOTUBE THAT IT IS NOT TO BE USED FOR ANY PURPOSE 
TO 0.75 DEPTH AND 0.070 WALL OR COPIED OR COMMUNICATED TO ANY OTHER 


TEN PERMISSION FROM 
DART AEROSPACE USA, INC. 


Dart Aerospace Ltd 


W/O: 
DATE | STEP 


WORK ORDER CHANGES 


PROCEDURE CHANGE 


Part No: PAR #: 


Resolution: 


Fault Category: 


Disposition: 


KE of NC 
po e | A 


NOTE: Date & initial all entries 
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QA: N/C Closed: 


WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action _ 


iion B 


NCR: Yes No DQA: 


Approval 
Chief Eng / 
Prod Mgr 


ES 
Chief ES 


Approval 
QC Inspector 


Essi 
Qc Essi 


D.E.O. NO. SHEET NO. SCALE 
ENGINEERING ORDER D3274-D-1 
09.06.17 


NTS 
ai 
DATE 09-06-23 


SHEET 1 OF 1 
DATE EH Jec / 


Se. Are 


LPS-3 IS NO LONGER USED DURING ASSEMBLY OF SKIDTUBE. 

AMEND NOTE 8: "SRRA BEORIURE LOA Saa 
COAT ALL EXPOSED FASTENERS WITH LPS L. 
POWDER COATING WITH MEK DEGREASER." 

AMEND DETAIL F AS SHOWN: 


L ASSEMBLY, CLEAN EXCESS OFF 


DETAIL F: END FINISHING DETAIL 


CCR264SS3-3 RIVETS (2 PLACES) 
eee Lg 
CR3212-4-03 RIVETS (2 PLACES) 
INERENTE 
AN4CSA BOLT (1) 
AN960C416 WASHER (1) D3415-041 NUT PLATE, 
INSTALL WITH SIKAFLEX-241/-291 


x LPS HARDCOAT ON EXTERIOR 
D3413-1 RING 


03285-1 CAP (REF) 


Á ELEA Sf 
1.0 Ne 
REMOVE RIDGE C 
ON INSIDE OF RU 
SKIDTUBE LEAVE è 


DETAIL E NOTES 
. CUT TUBE LEVEL 
0.070 MIN. . REMOVE RIDGE ON FWD SIDE 
. LOCATE D3285-1 (TRIM AS NECESSARY) - 
=" . WELD 03285-1 IN PLACE PER DART QS! 004 
5. GRIN® FLUSH 
OF D3415-041 NOTE: MASK THREADS IN 03415-041 


„a La 
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Dart Aerospace Ltd 


WORK ORDER CHANGES 


Approval 
| DATE | STEP PROCEDURE CHANGE Chief Eng/ | APProval 
pector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


+ pa ATE ster i I of NC Corrective Action SE pele ES i 


DIA i I A Initial Action Description Sign & pele C Chief ES Qc i 
K Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 
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NO. 255 
AWS D17.1.2001 


QUALIFICATION TEST RECORD 


til 
Job number: “TE: e O 
Part number: DAOA: LAA A SRM 


Description: De kid Ase o o o 
Welding Process: Tet) Mig[ ] 


Base materiel: v E 
Current: ACT DCI | 


TEST REQUIREMENTS AND RESULTS 


Visual: passh fail[ ] 
Penetration: pass] fall ] 
UNACCEPTABLE 

Cracks: past, faif ] 
Undercut: pass 4 fail[ ] 
Pin holes: passi fall[ ] 
Overlap (cold lap) pai faill | 
Porosity (surface): pass[ y fail[ ] 
Coloration: 4 pass[ faill ] 


Date of Test Coupon 10. ©). (I. 
Date of Test Coupon _/0-0 70/4 


The above named individual is qualified in accordance with AWS D17.1.2001 to weld 


H\FORMS\Production\approved.prod.\Welding Coupon Rev.A 


